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(54) WATER JET INTERTWINED NONWOVEN CLOTH AND METHOD OF MANUFACTURING THE 
SAME 


(57) A reinforced hydroentangled nonwoven falyic 
having smalt thickness and weight draping characteris- 
tics and flexibility, and improved balance of longitudinal 
and transverse strength, and more particularly a thin, 
lightweight, reinforced, hydroentangled nonwoven fabric 
(9) obtained by entangling the fiber of a reinforcing sup- 
port base (2) or the f ber of a fiber web. laminated on the 
fiber of the support base (2) with the support base (2) 
and uniting them by ejecting high-pressure thin water jet 
streams (5a, 5b) against these materials, characterized 


in that the reinforcing support base (2) conrprises a 
stretched unidirectionally oriented nonwoven fabric 
obtained by stretching a nonwoven fabric of long fiber, 
which is produced by spinning a thermoplastic resin, in 
the direction with the fiber oriented substantially in one 
direction, or stretched, crossed, laminated, nonwoven 
fabric obtained by cross-laminating the stretched unidi- 
rectionally oriented nonwoven fabric; and a method of 
produdng the sama 


Fig. 1 
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Description 

FIELD OF THE INVENTION 

5 The present invention relates to an improved hydroentangled nonwoven fabric and a method of producing the 
same. More particularly, the Invention relates to a thin and lightweight hydroentangled nonwoven falwic, which is suita- 
ble for use in various purposes because it has good lint-free property (free from fluff iness) and Improved drape property 
(cover and well fit to an outer shape). In addition, the nonwoven fabric of the Invention has the smoothness and soft tex- 
ture like those of ordinary cloths and the strength in longitudinal and transverse directions (warp and weft) are balanced. 

10 The method for producing nonwoven fabrics according to the present Invention can be carried out easily and rapidly 
with retaining the high productivity inherent in the web forming process and hydroentangling process (water jet inter- 
twining prooess). 

Moreover, the present invention relates to a thin, lightweight and reinforced hydroentangled nonwoven fabric, which 
can be widely used as clothing materials such as interilnings. industrial materials such as filters and wipers and dispos- 
16 able medical products such as surgical gowns, bed-sheets, towels and face masks and to the method of producing the 
same. 

BACKGROUND ART 

20 The prior art hydroentangling method involves the process to subject a card web to high pressure fluid jet streams 
in order to entangle fibers in web and thereby providing specific entangled structure and suitable mechanical properties 
to the web. 

The nonwoven fabrics produced by this hydroentangling process permits higher mobility of f ibers within the fabrics 
than any other textile fabrics and nonwoven fabrics because the fibers are simply mechanically entangled and not firmly 

25 bonded together. Therefore, they have soft and lint-free properties together with improved drape and soft touch proper- 
ties. On the other hand, they possess disadvantages that they lack mechanical strength and dimensional stability due 
to the absence of firm fiber bonding. 

Furthermore, they also possess another disadvantage that their mechanical strengths In the longitudinal and trans- 
verse directions are not balanced because continuous lines are formed in the web in the machine direction by the jet 

30 streams of high pressure fluid in the manufacturing process. The imbalance of this kind in mechanical strength may be 
avoided by applying cross-layer process. However, the crossing-over the web and/or laminating process unfavorably 
brings about the thickening of resultant nonwoven fabrics and adversely affects the productivity. 

In order to solve these problems, various methods have been proposed. Japanese Patent Laid-Open Publication 
No. 54-82481 discloses a use of nonwoven fabrics made of staple fibers as a reinforcing base material. Japanese Pat- 

35 ent Laid-Open Publication No. 54-101981 and No. 61-225361 disclose the use of woven or knitted fabric or nonwoven 
fabric as a reinforcing material. Japanese Patent Laid-Open Publication No. 59-94659 discloses the use of wood pulp 
as a reinforcing base material. Japanese Patent Laid-Open Publication No. 01-321960 and No. 04-263660 disclose a 
process of entangling card web with a reticular base material. Japanese Patent Laid-open Publication No. 04-333652 
and No. 04-1 53351 disclose a process of entangling card web with spun-bonded nonwoven fabric. 

40 With these prior art techniques, although It Is possible to improve the mechanical strength of hydroentangled non- 
woven fabrics made, it is not possible to produce, in an economical and simple manner, a thin, lightweight nonwoven 
fabric having improved balance in strength while retaining its properties such as softness, lint-freeness, drape property 
and soft touch feeling which are the characteristics of hydroentangled nonwoven fabric. 

The incorporation of a cross-layer process in order to improve the balance in mechanical strength of a nonwoven 

45 fabric usually brings about the lowering of productivity in the w^ formation process to a level of 1/2 to 1/5. In addition, 
the productivity of subsequent hydroentangling process is also lowered. Even when similar process is done during 
hydroentangling process or in the subsequent process, similarly, it Is not possible to avoid the reduction of productivity 
As described above, however, it is apparent that there has not been established any suifable technology to produce a 
hydroenfangled nonwoven fabric having improved properties together wKh balanced longitudinal and transverse 

50 strengths without sacrificing the inherent high productivity of the web formation and hydroentangling processes. 

DISCLOSURE OF THE INVENTION 

As a result of the intensive studies to solve above-described problems, the finding made by the inventors of this 
55 application is that a thin and lightweight hydroentangled nonwoven fabric having improved drape and textile-like char- 
acteristics, particularly with excellent lint-freeness and the balance in longitudinal and transverse strengths can be pro- 
duced. This can be attained through the process that at least one layer of long fiber nonwoven fabric is stretched or 
rolled so as to an'ange Its fibers in one direction or a multi-layer material containing the same is then subjected to high 
pressure water jet streams to entangle the long fibers. 
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It Is, therefore, a first aspect of this invention relates to the provision of a hydroentangled nonwoven fabric which is 
characterized in the steps that a long fiber non-woven fabric spun from a thermoplastic resin is unidirectionally 
stretched to arrange its fibers almost in one direction so as to obtain a stretched unidirectionally arranged nonwoven 
fabric and at least one of the thus obtained nonwoven fabric or a cross-laid down and/or laminated nonwoven fabric 
5 made of the above nonwwen fabrics is subjected to high pressure water jet streams to entangle the fibers of nonwoven 
fabric. 

A second aspect of this invention relates to the provision of a hydroentangled nonwoven fabric which is character- 
ized in that a suitable fiber web is put in layers with the above stretched unidirectionally an^nged nonwoven fabric or 
the stretched cross-laid down and/or laminated nonwoven fabric and the fbers in multi-layer material is entangled by 

10 high pressure water jet streams. 

A third aspect of the present invention relates to the provision of a hydroentangled nonwoven fabric which is made 
by using a stretched unidirectionally arranged nonwoven fabric or stretched cross-laid down and/or laminated non- 
woven fabric and the card web made of staple fibers such as natural, regenerated or synthetic staple fibers and by 
entangling the material with high pressure water jet streams. 

IS A fourth aspect of this invention relates to the provision of a hydroentangled nonwoven fabric which is united into 
one body by entangling, using high pressure water jet streams, the stretched unidirectionally arranged nonwoven fabric 
or the stretched cross-laid down and/or laminated nonwoven fabric and a long fiber web. in which an unstretched long 
fiber nonwoven fabric prior to the stretching treatment, a stretched randomly arranged nonwoven fabric, a non-stretched 
random or unidirectionally arranged nonwoven fabric or a fiber web consisting of natural staples, regenerated staples 

20 or synthetic long fibers are used. 

A fifth aspect of the present invention relates to the provision of a hydroentangled nonwoven fabric characterized 
in that the stetching ratio of the stretched unidirectionally arranged nonwoven fabric is 5 to 20. the average fineness is 
0.01 to 10 denier and its basis weight is 1 to 80 g/m^. 

Furthermore, a sixth aspect of the invention relates to the provision of a method for the preparation of a hydroen- 
25 tangled nonwoven fabric, which method is characterized in that the entangling treatment by applying high pressure 
water jet streams is done at a water pressure of 10 to 300 kg/cm^ toward the stretched unidirectionally arranged non- 
woven fabric, stretched cross-laid down nonwoven fabric or their laminates with a suitable fiber web, and the processing 
speed is made in the range of 2 to 200 m/inin. 

30 BRIEF DESCRIPTION OF THE DRAWING 

Fig.1 is a schematic flow sheet illustrating an example of the process of the method of the present invention. 
BEST MODE FOR CARRYING OUT THE INVENTION 

35 

The present invention will be described in more detail in the following. 

The above-described long fiber nonwoven fabric can be formed by various known methods. As a characteristics of 
the nonwoven fabric, it is required that fibers are distributed uniformly not only within the plane but also in the direction 
of thickness of the nonwoven fabric and that the fibers are aranged regulariy in a certain direction. The long fibers used 
40 for the formation of a nonwoven fabric may be previously stretched ones, however, they must be still stretchable more 
than twice in length in subsequent stretching operation. 

There have been proposed various methods for the formation of a long f toer nonwoven fabrics. 

(1) A process to provide rotating or vibrating action to filaments spun from thermoplastic resins using hot air and 
45 thereby providing fiber arrangement in the longitudinal direction or transverse direction to form a nonwoven fabric, 

in which most of the fibers are unidirectionally an^anged. 

(2) A process of spinning of a thermoplastic resin followed by drawing, stretching, opening, collecting and thermal 
point bonding to form a nonwoven fabric, e.g. spunbonded process. 

(3) A process of spinning a thermoplastic resin with high pressure and high temperature air followed by opening the 
50 obtained long fibers and arranging them to form a nonwoven fabric, e.g. melt-blown process. 

(4) A process of stretching and crinrping bundles of long fibers spun from a tiiermoplastic resin followed by opening 
and spreading them to form a nonwoven fabric, e.g. tow opening process. 

(5) A process of expansion extrusion of a thermoplastic resin followed by foam bursting, laminating and extension 
to form a nonwoven fabric, e.g. burst fiber process. 

55 

As described above, according to the present invention, the high pressure hydroentangling is carried out using a 
stretched unidirectionally arranged nonwoven fabric comprising at least one layer of nonwoven fabric which is made by 
unidirectionally stretching the long fibers spun from a thermoplastic resin and arranged in one direction, or a stretched 
cross-laid down and/or laminated nonwoven fabric formed by overlaying with each other the above-mentioned stretched 


3 


EP0 796 940A1 

unidirecllonally arranged nonwoven fabrics in such a manner that the axial directions of the arranged fibers of them are 
crossed. 

The term "stretching" as used herein may refer to not only various types of stretching operation but also the roiling 
operation which Is able to achieve similar effect as stretching operation. That Is, various conventionally employed 
5 stretching methods utilized for the production of films and nonwoven fabrics such as longitudinal stretching, transverse 
stretching and biaxial stretching may be employed. 

As the longitudinal stretching method, short distance roll stretching method is preferable because it enables the 
stretching without decreasing the width of material. In addition, a stretching method such as rolling, hot air stretching, 
hot water stretching and steam stretching may be useful. 
10 As a transverse stretching method, although the tenter method used for the biaxial stretching of f iln» may be used, 
the pulley type transverse stretching method as disclosed in the aforementioned Japanese Patent Publication No, 03- 
36948 and the transverse stretching method by means of confined grooved rolls (grooved roll method) can be used 
because of their simple operation. 

As a biaxial stretching method, a tenter-type simuftaneously biaxial-stretching method virtiich is used fbr the biaxial 
IS stretching of films can be employed. However, it is also possible to accomplish the biaxial stretching by combining the 
above-described longitudinal stretching and the transverse stretching operation. 

The draw (stretching) ratio of the above-described stretched unidirectionally arranged nonwoven fabrics is 5 to 20, 
preferably 8 to 1 2. The average fineness of the stretched nonvwjven fabric is In the range of 0.01 to 1 0 denier, preferably 
0.03 to 5. The basis weight of single layer or laminated nonwoven fabric is in the range of 1 to 80 g/m^, preferably 5 to 
20 30 g/m^. 

According to the present invention, the high pressure hydroentangling can be carried out using any suitable fiber 
web or nonwoven fabric together with the aforementioned stretched unidirectionally arranged nonwoven fabrics or the 
stretched cross-laid down and/or laminated nonwoven fabric formed by laminating the stretched unidirectionally 
arranged nonwoven fabrics. The above fiber web includes card webs and long fiber webs of synthetic fiber, both of 
25 which are composed of natural staples, regenerated staples a synthetic staples, a long fiber nonwoven fabric which is 
the material before the stretching of the stretched unidirectionaliy arranged nonwoven fabric, a stretched randomly 
arranged nonwoven fabric, and a non-stretched randomly or unidirectionally arranged nonwoven fabric. 

As the thermoplastic resins which can be used as the raw materiate of the long fiber nonwoven fabrics in accord- 
ance with the present invention, there are exemplified by high density. Intermediate density or low density polyethylene, 
30 linear low density polyethylene, ultra low density polyethylene, propylene based polymers such as polypropylene and 
propylene-ethylene copolymers, a-olefin polymers, polyamides. polyesters, polycarbonates, and polyvinyl alcohols. 
Among them, polypropylene and polyesters are particularly preferable. 

These polymers may be used with the addition of anti -oxidants. UV absorbers, lubricants or the like. 

The nonwoven fabric to be used for the high pressure hydroentangling In accordance with the present invention can 
35 be any one if it contains at least one layer of the aforementioned stretched unidirectionally an-anged nonwoven fabrics 
which was subjected to unidirectional stretching and unidirectional orientation in the fiber arrangement. Further, it is 
possible to combine the stretched unidirectionally arranged nonwoven fabrics with the same type or different type of 
stretched unidirectionally arranged nonwoven fabrics, or another fiber web or nonwoven fabrics. It is preferable that two 
or more layers are combined. When the nonwoven fabric comprises two or more layers of stretched or oriented nonwo- 
40 ven fabrics, their directions of stretching or fiber arrangement can be either the same or in crosswise with each other. 

The card webs made of natural or regenerated staples and the long fiber webs made of synthetic staples to be used 
in the present Invention cab be formed using any of the following fibers or a mixture of them as raw materials. For exam- 
ple, natural fibers such as cotton, liter and pulp, regenerated cellulose fibers such as rayon and cupra» semi-synthetic 
cellulose fibers such as acetate fibers, synthetic fibers such as polyethylene, polypropylene, polyester, pdyamide, poly- 
45 acrylonitrile and polyvinyl alcohol fibers, polyurethane or polyester based elastomer fibers, conjugate fibers and com- 
posite ultra-fine fibers which are made by dividing or splitting by means of high pressure water jet streams. 
Furthermore, as a long fiber web, the long fiber nonwoven fabric prior to the stretching for preparing the stretched uni- 
directionally arranged nonwoven fabric, a stretched randomly arranged nonwoven fabric, a non-stretched randomly or 
unidirectionally arranged nonwoven fabric are included. 
50 In order to form the fiber web, several processes are employed such as a process to cut wet-spun regenerated fib- 
ers or synthetic fibers meft-spun by an ordinary method followed by disentangling the fibers into web by a carding 
machine, a process to disentangle natural fibers into web by a carding machine or a process to chop and split natural 
fibers and to form a web by paper-making procedure. 

The fineness of the fflaer of the card w^ is preferably in the range Of 0.01 to 15 denier, more preferably, 0.03 to 5 
55 denier and its length is preferably in the range of 1 to 1 00 mm, more preferably. 1 0 to 60 mm. If the fineness of a single 
fiber is less than 0.01 denier. nonv\/oven fabric with inferior lint-freeness will be resulted. If the fiber fineness is over 15 
denier, touch feeling of the nonwoven fabric will be harsh. If the fiber length is smaller than 1 mm. the mechanical 
strength o1 nonwoven fabric is low due to insufficient fiber entangling, tf the fiber length is more than 100 mm. the dis- 
persion of fibers is not good. 


4 


EP0 796 940A1 


The basis weight of the fib r web is preferably in the range of 10 to 150 g/m^. more preferably, 20 to 50 g/m^. if it 
is less than 10 g/n^. the density of fibers is uneven for the high pressure water jet treating process. When it is over 150 
g/nn^. the nonwoven fabric is interior in view of small thickness and lightweight property. 

Accordingly, in this invention, as the combination of the above-descrtoed card web with the stretched unidirection- 
5 ally arranged nonwoven fabric or stretched cross-laid down and/or laminated nonwoven fabric (hereinafter referred to 
as "reinforcing support base"), laminates of two or more layers can be used, which are made by overlaying alternately 
the card webs (A) with the reinforcing supporting bases (B). The combinations are exemplified by those having layer 
structure of A/B. A/B/A, B/A/B, and A/B/A/B. 

In the following, the method for producing the hydroentangled nonwoven fabric of the present invention will be 

10 desaibed. 

The producing process of the present invention includes: 

(1) Forming processes for a card web and a reinforcing support base. 

(2) Laminating and feeding process in which a card web is overlaid with a reinfbrdng support base and it is fed to 
75 the next process. 

(3) High pressure hydroentangling process in which water jet treatment is carried out. 

(4) Drying process, and 

(5) Product takeup process. 

20 In the card web forming process, various methods and various patterns of fiber an'angement may be adopted 
depending on the raw materials used and the uses of final products. As a characteristic features of the card web, uni- 
form fiber distribution within the machine direction (MD) and cross direction (CD) of the card web as well as in the ver- 
tical direction of (ZD) is required. 

The following examples are methods to provide various patterns of fiber arrangement in the card web. 

25 

(1) Card-parallel system by means of a mechanical card web fbrmatfon method in which fibers are two-dimenslon- 

ally (MD & ZD) arranged In the longitudinal direction. 

(2) Semi-random system wherein a semi-random apparatus provides an intermediate fiber arrangement between 
two dimensions (MD & CD) and three dimensions (MD, CD & ZD). 

30 (3) Random system wherein fibers are blown off by air blower and fibers are collected on screen meshes. 

(4) Spunbond system in which continuous web formation is done by spinning a synthetic resin in wet or dry method, 
which is followed by stretching, fiber opening, collecting and entangling. 

(5) Wet web formation system wherein natural fibers or regenerated fibers are chopped and a web is formed 
through paper-making process. 

35 

In addition, even though the productivity is reduced to some extent, a card-cross layer system can be used as a 
method to improve the balance of mechanical strengths in three directions by means of mechanical cross web forma- 
tion method in which fibers are crosswise arranged in oblique directions. 

Fig. 1 is a schematic illustration of an example for steps of laying and/or laminating-supplying step and subsequent 
40 steps. 

In the supplying step, fiber webs 1 and a reinforcing support base 2 are supplied from unwinding rolls la and 2a, 
respectively, depending on the layer structure of the product to be produced. This step is carried out in off-machine, 
however, it is also possible to carry out this step in on-machine system, in which the fiber webs and the reinforcing sup- 
port base are overlaid in a fiber collecting section of fiber web formation processes and the obtained laminate is dellv- 
45 ered continuously to the subsequent high pressure hydroentangling process. 

In the next high pressure hydroentangling process, a large number of fine water jet streams 5a are applied from the 
rows of small diameter nozzles 5 toward the laminate 4 comprising fiber webs 1 and a reinforcing supporting base 2 
supplied on a roll or a screen which serves as a water permeable or impermeable supporting member 3. In order to 
improve process efficiency, it is preferable to wet the laminate 4 previously by immersing it into water 6a in an immersion 
50 apparatus 6 before subjecting it to the water jet streams and to remove water from the laminate using a water suction 
apparatus 7 equipped with a vacuum means or the like after the water jet stream treatment. 

Further, it is desirable to apply the high pressure hydroentangling to both sides of the web laminate in order to 
achieve effective hydroentangling. That is. the laminate 4 delivered from the first supporting member 3 is guided on the 
second supporting member 3a by reversing it and the hydroentangling is again carried out by applying fine water jet 
55 streams 5c from the rows of small diameter high pressure water jet nozzles 5c on the reverse side of the laminate, 
which laminated has already been subjected to the entangling treatment by water jet streams 5a. 

In the high pressure hydroentangling process, when the high pressure water jet treatment is carried out on the 
screen, there is not any particular requirement for the screen to be used, however, it is preferable to select adequate 
quality of material, mesh size and wire diameter taking in order to fecilitate the discharging of process water. The mesh 
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size of the screen is usually ranges from about 20 to 200 mesh. 

In the high pressure water jet treatment wherein a water permeable supporting member Is used, the process water 
can be discharged without difficulty. Therefore, the damaging of uniformity in product due to possible web scattering 
caused by the water jet streams can be avoided. However, the energy efficiency may not be high because the process 
5 water once passed through the laminate web still holds considerable amount of energy. 

On the other hand, in the high pressure water jet treatment wherein water impermeable supporting member Is 
used, water jet streams once passed through the laminate web collide against the supporting member to generate 
repulsed water jet streams, thereby providing entangling action again to the laminate. Thus, an improved entangling 
efficiency will be expected owing to the Interaction between jetted stream and repulsed stream of jets. However, it gen- 
10 erates a disadvantage of the lowering of entangling stability because the entangling is carried out by jetting high pres- 
sure water jet streams to the laminate web which is floating in water. 

As a result it is preferable to perform the high pressure water jet treatment on a water permeable supporting mem- 
ber. 

The streams of water jet are ejected from the rows of small diameter nozzles ananged in a pitch of 0.2 mm or more 
75 from the vertical direction relative to the direction of laminate movement. The diameter of orifices of the small diameter 
nozzles is usually less than 1 mm and preferably, in the range of 0.1 to 0.5 mm. The liquid to be jetted is preferably 
water, but hot water or ultra pure water may be used when hygienic consideration is needed. The pressure of the water 
jet streams ranges from 1 0 to 300 kg/cm^, preferably, 20 to 200 kg/cm^. When the pressure of water jet stream is lower 
than 1 0 kg/cm^, any sufficient entangling effect may not be expected. Meanwhile, when it is higher than 300 kg/cm^, the 
20 increase in the cost for high pressure water jet stream and difficulty in handling may be brought about, so that both the 
cases are undesirable. 

The entangling process by jetting high pressure water is usually conducted more than once. It Is preferable to carry 
out the entangling process using a plurality of rows of nozzles and jetting high pressure water with increasing the pres- 
sure step by step. That is. the rows of nozzles in the first stage eject relatively low pressure water streams to entangle 

25 the surface layer of the laminate web, and subsequent rows of nozzles eject increasingly higher pressure water streams 
to promote entangling in the intermediate layer to back layer of the laminate web. thereby achieving highly efficient pro- 
duction of a hydroentangled nonwoven fabric without disanray of fibers. Any of a low pressure method (20 to 55 kg/cm^, 
an intennediate pressure method (55 to 90 kg/cm^), or a high pressure method (90 to 200 kg/cm^) te arbitrary selected 
depending on the material, shape and basis weight of used webs and the number of treatment. 

30 Although the shape of the high pressure fluid is not limited, columnar streams are preferable in view of the energy 
efficiency. The aoss sectional shape of the columnar stream is defined by the cross sectional shape or internal struc- 
ture of the small diameter nozzle and it can be selected depending on the material, object and uses of the web. 

The processing speed of the hydroentangling step ranges from 2 to 200 m/min. preferably 50 to 150 m/min. If the 
processing speed is lower than 2 m/mln. the productivity is low. On the other hand, if the processing speed is higher 

3$ than 200 m/min, sufficient entangling effect cannot be attained, which is not desirable. 

Finally, the laminate composed of fiber web and reinforcing support base which was subjected to the high pressure 
hydroentangling is then passed through a drying process, wherein the laminate is dried up using, for example, and oven 
8, or a hot air oven, a heated cylinder or the like and it is wound on a roil as a soft, lightweight reinforced hydroentangled 
nonwoven fabric In the subsequent product takeup step. 

40 The present invention will be further described witii reference to the following examples and conparative examples. 

(EXAMPLE 1. COMPARATIVE EXAMPLE 1 ) 

Rayon short fiber material of 2 denier in fineness, 50 mm in length and 20 g/m^ in average basis weight were made 
45 into a web (W^) by card-parallel method wherein fibers were oriented into two-dimensional arrangement. 

Polyethylene terephthalate (PET) resin (trademark: "MA 2100" made by Unitika Ltd.) was used as a raw material. 
The resin was spun from a spinneret to form melt-spun filaments and the filaments were arranged longitudinally with 
applying rotating hot air and collected on a reticular endless belt conveyer, thereby obtaining a long fiber nonwoven fab- 
ric composed of longitudinally arranged unstretched filaments of 2 denier in fineness. This nonwoven fabric was longi- 
50 tudinally stretched at a stretching ratio of 10 to make the fineness of fibers 0.2 denier by means of short distance roll 
stretching and further it was subjected to temporary bonding with polyvinyl alcohol, thereby obtaining a longitudinally 
stretched unidirectlonally arranged nonwoven fabric (A^) having a basis weight of 8 g/m^. 

Meanwhile, the same resin was spun likewise to form a long fiber nonwoven fabric of transversely arranged fibers. 
It was transversely stretched at a stretching ratio of 1 0 and the fineness of fibers was made 0.2 denier through a pulley 
55 type transverse stretching method. Further it was subjected to temporary bonding with polyvinyl alcohol to obtain a 
transversely stretched unidirectlonally arranged long fiber nonwoven fabric (B^) having a basis weight of 8 g/m^. 

A stretched cross-laminated nonwoven fabric (C^) having a basis weight of 15 g/m^ was prepared by laying down 
laminating the nonwoven fabric (Ai) with the nonwoven fabric (B-j) as the axial directions of the fabrics were crossed 
and by bonding temporarily using polyvinyl alcohol. Meanwhile, a stretched cross-laminated nonwoven fabric (D^) hav- 
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ing a basis weight of 14 gfrr? was prepared by laying down laminating a nonwoven fabric (A^) with a nonwoven fabric 
(B^) and it was subjected to thermal embossing process. These non-woven fabrics were used as reinforcing support 
bases. 

Laminates of web layers and a reinforcing support base having layer structures of Wi/A^/Wi, W^/Bi/Wi, 
5 Wi/Bi/B^/Wi, W1/C1/W1 and W^/Di/W^ were prepared. Each laminate was supplied on an endless belt conveyer of 
water permeable screen composed of a wire netting of 100 mesh and it was then passed under three rows of small 
diameter nozzles of 0.15 mm in orifice diameter with 1.0 mm pitch, wherein high pressure water jet streams of 70 
kg/cm^ were applied in the first row of nozzles, 90 kg/cm^ water jet streams in the second row of nozzle and 110 
kg/cm^ water jet streams in the third row of nozzles, respectively. The hydroentangling was carried out once from the 
10 upper side of the laminate and once from the reversed side at a processing speed of 1 00 m/min. After this entangling 
treatment, the laminate was dried to obtain a thin, lightweight reinforced hydroentangled nonwoven fabric. 

As Comparative Examples 1 , a card web (Wi) made of rayon fiber having the same basis weight was subjected to 
the hydroentangling treatment with the same conditions. 

Properties of the nonwoven fabrics produced in these examples are shown in Table 1 . 

IS 


Table 1 


Example 

Layer Structure 

Basis Weight (g/m^) 

Tensile Strength 
(LngHrns) (kg/3 cm 
width) 

Elongation (Lng/Trns) 
(%) 

Example 1 

W1/A1/W1 

44 

4.8/0.3 

5/7 


Wi/B^/Wi 

45 

4.5/4.9 

18/8 


W1/B1/B1/W1 

51 

5.1/8.3 

20/9 


W1/C1/W1 

54 

8.7/5.8 

22/5 


W1/D1/W1 

51 

6.9/5.5 

10/7 

Comp. Exam. 1 


50 

0.4/<0.1 

8/5 

Note: (Lng/Trns) = 

Longitudirrat/Transverse 




35 (EXAMPLE 2, COMPARATIVE EXAMPLE 2 > 

Short fiber material made of polypropylene (trademark: "NisseW Polypro J 120" made by Nippon Petrochemicals 
Co.. Ltd.) having fineness of 2 denier, length of 50 mm and basis weight of 20 g/m^, was formed Into a web (Wg) by two- 
dimensionally an-anging through card-parallel method. 

40 Polypropylene resin having density of 0.9 g/cm^ and melt flow rate of 700 g/1 0 min as a raw material, was spun Into 
a long fiber nonwoven fabric composed of longitudinally arranged unstretched filaments having fineness of 2 denier 
through a process in the like manner as In Example 1 . Then, the fineness of this nonwoven fabric was reduced to 0.2 
denier by longitudinally stretching in the like manner as in Example 1 and it was subjected to temporary adhesion with 
polyvinyl alcohol to obtain a longitudinally stretched unidirectionally arranged long fiber nonwoven fabric (A2) of 6 glrr? 

45 in basis weight. Furthermore, the fineness of the same raw material as above was reduced to 0.2 denier by transversely 
stretching in the like manner as in Example 1 and It was subjected to temporary adhesion with polyvinyl alcohol to 
obtain a transversely arranged long fiber nonwoven fabric (B2) of 6 g/m^ in basis weight 

A stretched cross-laminated nonwoven fabric (Cg) having a basis weight of 11 g/m^ was pr^red by laying down 
the nonwoven fabric (A2) with the nonwoven fabric (Bg) as the axial directions of the f&brlcs were crossed and by bond- 

50 ing them temporarily with polyvinyl alcohol. A stretched cross-laminated nonwoven fabric (D2) having a basis weight of 
1 0 g/m^ was prepared by laying down the nonwoven fabric (A2) with the nonwoven fabric (Bg) and by bonding them tem- 
porarily with polyvinyl alcohol. These nonwoven fabrics were used as reinforcing support bases. 

The reinforcing support bases were delivered to the collecting section of a card parallel web forming process and 
they were laminated into the layer structures of W2/A2/W2. W2/B2/W2, W2/B2/B2/W2. W2/C2/W2 and W2/D2/W2. Then 

55 they were supplied on an endless belt conveyer composed of water permeable screen of 100 mesh wire net, mean- 
while, high pressure water jet streams were applied to the surface of each laminate from the upper side with three rows 
of nozzles, each of which was composed of a large number of small diameter nozzles, spaced at 1 .0 mm pitch, with 
orifice diameter of 0.1 5 mm. The pressure of high pressure water jet streams in the first row was 70 kg/cm^, in the sec- 
ond row, 90 kg/cm^ and the third row. llOkg/cm^, respectively. The hydroentangling treatment was performed once 
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from the upper side of a laminate and then once from the reversed side at a processing speed of 100 m/mln. After the 
entangling treatment, each laminate was dried, thereby obtaining thin, lightweight reinforced hydroentangled non* 
woven fabrics. 

In Comparative Exanple 2. only a card web (W2) made of polypropylene fiber having almost the same basis weight 
5 as in the above-described Examples were subjected to hydroentangling treatment under the same conditions. 
Properties of them are shown in Table 2. 


Table 2 


10 

Example 

Layer Structure 

Basis Weight (g/m^) 

Tensile Strength 
(LngHrns) (kg/3 cm 
width) 

Elongation (Lng/Trns) 
{%) 


Example 2 

W2/A2/W2 

45 

4,7/0.3 

5/8 

IS 


W2/B2/W2 

44 

4.7/4.4 

61/7 



W2/B2/B2/W2 

50 

5.0/7.7 

57/6 



W2/C2/W2 

51 

5.9/5.2 

11/7 

20 


W2/D2/W2 

50 

5.7/5.6 

10/4 

Comp. Exam. 2 

W2 

40 

0.1/<0.1 

12/5 


25 

(EXAMPLE 3. COMPARATIVE EXAMPLE 3> 

The reinforcing support bases (A^) and (Bi) which were used in Example 1 were fed to the web receiving section 
of a stretchable melt-blown nonwoven fabric (W3), made by Kanebo Ltd., trademark: "Esupansione", made of poly- 

30 urethane fiber. They were laminated together to form layer structures of W3/A1 and W3/B1 . Then these laminates were 
fed to an endless belt conveyer of water permeable wire net screen of 100 mesh, then high pressure water jet streams 
were applied to the laminates from the upper side through three rows of nozzles, each row of which was composed of 
a large number of small diameter nozzles, with 1 .0 mm pitch and with orifice diameter of 0.1 5 mm. The pressure of high 
pressure water jet streams in the first row was 70 kg/cm^, the second row, 90 kg/cm^ and the third row, 110 kg/cm^, 

35 respectively The hydroentangling treatment was performal once from the upper surface the laminate and again once 
from the reversed side at a processing speed of 100 m/mln. After entangling treatment, the laminates were dried to 
obtain thin, lightweight reinforced hydroentangled nonwoven fabrk;s. 

In Comparative Examples 3, only a melt-blown nonwoven fabric (W3) made of stretchable polyurethane which was 
used in this Example was subjected to hydroentangling treatment under the same conditions. 

40 Properties of them are shown in table 3. 


Tables 


45 

Example 

Layer Structure 

Basis Weight (g/m^) 

Tensile Strength 
(Lng/Trns) (kg/3 cm 
width) 

Elongation (Lng/Trns) 
(%) 


Example 3 

W3/A1 

22 

3.1/0.2 

6/320 

so 


W3/B1 

21 

0.3/3.4 

380/7 

Comp. Exam. 3 

W3 

15 

0.3/0.2 

380/400 


55 (EX/\MPLE 4. COMPARATIVE EXAMPLE 4 > 

Nylon short fiber material of 2 denier in fineness and 50 mm in length was made into a web (W4) having a basis 
weight of 25 g/m^ with two-dimensionally aranging by card parallel method. 

Using polypropylene resin as a raw material, a longitudinally stretched unidlrectionally arranged long fiber nonwo- 
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ven fabric (A2) and a transversely stretched unidirectionally an'anged long fiber nonwoven fabric (B2) was prepared in 
the like manner as in Example 2. Then, a stretched cross-laminated nonwoven fabric (C4) having a basis weight of 13 
g/m^ was prepared by laminating the nonwoven fabric (A2) with the nonwoven fabric (B2) as the axial directions of the 
furies were crossed and by bonding them temporarily with polyvinyl alcohol. Furthermore, a stretched cross-laminated 

5 nonwoven fabric (D4) having a basis weight of 12 g/m^ was prepared by laminating the nonwoven fabric (A2) and the 
nonwoven fabric (B^ as the axial directions of the fabrics were crossed and by applying thermal emboss treatment. 
These nonwoven fabrics were used as reinforcing support bases. 

The webs and reinforcing support bases were laminated to form layer structures of C4/W4/C4 and D4/W4/D4, and 
the thus obtained laminates were fed to a water permeable wire net screen of endless belt conveyer of 100 mesh. Then 

10 high pressure water jet streams were applied to the laminates from the upper side through three rows of nozzles, each 
row of which was composed of a large number of small diameter nozzles, with 1,0 mm pitch and with orifice diameter 
of 0. 15 mm. The pressure of high pressure water jet streams in the first row was 70 kg/cm^, the second row, 90 kg/cm^ 
and the third row, 110 kg/cm^, respectively The hydroentangling treatment was performed once from the upper surface 
the laminate and again once from the reversed side at a processing speed of 100 m/min. After the entangling treatment, 

IS the laminates were dried to obtain thin, lightweight reinforced hydroentangled nonwoven fabrics. 

In Comparative Exanrples 4. only a melt-blown nonwoven fabric (W4) made of nylon which was used in the above 
Example was subjected to hydroentangling treatment under the same conditiorts. 
Properties of them are shown in table 3. 

20 

Table 4 


Example 

Layer Structure 

Basis Weight (g/m^) 

Tensile Strength 
(Lng/Trns) (kg/3 cm 
width) 

Elongation (Lng/Trns) 
(%) 

Example 4 

C4/W4/C4 

49 

6.5/7.0 

6/8 


D4/W4/D4 

49 

7.9/8.3 

8/9 

Comp. Exam. 4 

W4 

50 

0.8/0.1 

15/5 


30 


(EXAMPLE 5) 

35 Using the same polyethylene terephthalate (PET) resin as the one used In Example 1 as a raw material, a long fiber 
nonwoven fabric composed of longitudinally anranged unstretched filaments of 2 denier in fineness was obtained by lon- 
gitudinally an-anging filaments spun from a spinneret while providing them rotating action by means of hot air and col- 
lecting them on a circulating reticular endless beK conveyer. Then, a longitudinally stretched unidirectionally arranged 
long fiber nonwoven fabric (A5) with basis weight of 7 g/vr? and fineness of 0.2 denier was obtained by subjecting the 

40 long fiber nonwoven fabric to short distance roll stretching at a stretching ratio of 10. 

Using the same resin and the same spinning method, a long fiber nonwoven fabric having transversely arranged 
fibers Is formed, and a transversely stretched unidirectionally arranged long fiber nonwoven fabric (B5) with basis weight 
of 7 givr? and fineness of 0.2 denier was obtained by subjecting them to transverse stretching with a stretching ratio of 
10 by pulley type transverse stretching method. 

45 A stretched cross-laminated nonwoven fabric (C5) having basis weight of 1 5 g/tr? was prepared by laminating both 
the nonwoven fabrics together as the axial directions of the fabrics were crossed and by bonding them temporarily with 
polyvinyl alcohol. This stretched cross-laminated nonwoven fabric (C5) was delivered on the endless belt conveyer of 
water permeable screen made of 1 00 mesh wire net. Then high pressure water jet streams were applied to the surface 
of the laminate from the upper side through three rows of nozzles, each of which row was composed of a large number 

so of small diameter nozzles, spaced at 1.0 mm pitch with orifice diameter of 0.15 mm. wherein the first row of nozzles 
gave high pressure water streams at a pressure of 70 kg/cm^, second row nozzles. 90 kg/cm^ and the third row nozzles. 
110 kg/cm^, respectively The hydroentangling treatment was earned out once to the upper side of the laminate and 
then to the reversed side at a processing speed of 100 m/min. After the entangling treatment, the laminates were dried 
and a hydroentangled long fiber nonwoven fabrics (a) was obtained. The properties of the nonwoven fabrics are shown 

55 in Table 5. 

The determination of lint-freeness was carried out according to "5.5.2 Method for Measuring Flocking Strength. 1 .5 
R Method" of J IS L 1084 (Test Standard for Flock Finished Cloth). In the method, the surface of a test piece was 
scrubbed and the degree of fluff formed on the surface was obsen^ed by naked eyes. In the test, a test piece of 2 X 6 
cm was attached to a scrubbing rod of 1.5 mm in radius of curvature and an abrading cloth (cotton "Shirting No. 3" in 
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JIS L 0803) was scrubbed 100 times with a total load of 400 g at a rate of 30 reciprocations per minute. When flocking 
was less, it was judged as good, while the flocking was much, not good. 

<EXAMPLE6> 

5 

Polypropylene resin (density: 0.9 g/cm^, melt flow rate: 700 g/10 min) as a raw material, was spun In like manner 
as in Example 5 and a long fiber nonwoven fabric composed of longitudinally arranged unstretched filaments of 2 denier 
in fineness was obtained. Then, a longitudinally stretched unidlrectionally arranged long fiber nonwoven fabric (A5) with 
basis weight of 5 g/m^ and fineness of 0.2 denier was prepared by subjecting the above nonwoven fabric to short dis- 
10 tance roll stretching in the machine direction with a stretching ratio of 10. 

The same therntoplastic resin was spun likewise to prepare a transversely arranged long fiber nonwoven fabric was 
formed and a transversely stretched unidirectlonally arranged long fiber nonwoven fabric (85) with basis weight of 5 
g/m^ and fineness of 0.2 denier was prepared by subjecting it to pulley type transverse stretching with a stretching ratio 
of 10. 

75 A stretched cross-laminated nonwoven fabric (Ce) having basis weight of 1 0 g/m^ was prepared by lanninating both 
the nonwoven fabrics as the axial directions of the fabrics were crossed on the line just after the stretching step of the 
nonwoven fabric Ag. 

This stretched cross-laminated nonwoven fabric (Cg) was delivered on the endless belt conveyer of water permea- 
ble wire net screen of 100 mesh. The high pressure water jet streams were applied to the surface of the laminate from 

20 upper side through three rows of nozzles, each of which rows is composed of a large number of small diameter nozzles, 
spaced at 1 .0 mm pitch, with orifice diameter of 0. 15 mm, wherein the first row nozzles ejected high pressure water jet 
streams at a pressure of 70 kg/cm^, the second row nozzles, 90 kg/cm^ and the third row nozzles 110 kg/cm^, respec- 
tively. The hydroentangling treatment was performed once on the upper side of the laminate and then on the reversed 
skJe at a processing speed of 10 m/min. After the entangling treatment, the laminates were dried to obtain a hydroen- 

25 tangled long fiber nonwoven fabrics (b) was obtained. Properties of them are shown in Table 6. 

(EXAMPLE 7 > 

A nonwoven fabric having a layer structure of A5/B5/B5/A5 with a basis weight of 32 g/m^ was prepared by laminat- 
30 Ing a longitudinally stretched unidlrectionally an'anged long fiber nonwoven fabric (A5) and a transversely stretched uni- 
directlonally arranged long f ber nonwoven fabric (B5) as prepared in Example 5 and the laminate was then temporarily 
bonded with polyvinyl alcohol. This non-woven fabric was delivered on the endless belt conveyer composed of water 
permeat)le screen of 100 mesh wire net. The high pressure water jet streams were then applied to the surface of the 
laminate from upper side through three rows of nozzles, each of which roes was composed of a large number of small 
35 diameter nozzles, spaced at 1.0 mm pitch, with orifice diameter of 0.15 mm. wherein the first row nozzles ejected high 
pressure water jet streams at a pressure of 70 l^cm^, the second row nozzles. 90 kg/cm^ and the third row nozzles, 
1 10 kg/cm^. respectively. The hydroentangling treatment was performed once on the upper side of the laminate and 
then on the reversed side at a processing speed of 10 m/min. After the entangling treatment, the laminates were dried 
and a hydroentangled long fiber nonwoven fabric (c) was obtained. Its properties are shown in Table 5. 

40 

(EXAMPLES) 

A long fiber bundles made of PET resin used in Example 5 was subjected to stretching, crimping, fiber opening and 
spreading to obtain a longitudinally stretched unidlrectionally arranged long fiber nonwoven fabric (A7), in which the 

45 stretching ratio was 6.5, basis weight, 20 g/m^ and fineness, 0.3 denier. Then, a nonwoven fabric having basis weight 
of 27 g/m^ was prepared by laminating the above nonwoven fabric with a transversely stretched unidlrectionally 
arranged long fiber nonwoven fabric (B5) used in Example 5 having a basis weight of 5 g/m^ and fineness of 0.2 denier 
as the axial directions of the fabrics were crossed, and by bonding them temporarily with polyvinyl alcohol. 

This nonwoven fabric was delivered on the endless belt conveyer of water permeable scrleen composed of 100 

so mesh wire net. then the high pressure water jet streams were applied to the surface of the laminate from upper side 
through three rows of nozzles, each of which rows comprising a large number of small diameter nozzles, spaced at 1 .0 
mm pitch, with orifice diameter of 0. 15 mm, wherein the first row nozzles ejected high pressure water jet streams at a 
pressure of 70 kg/cm^, the second row nozzles, 90 kg/cm^ and the third row nozzles, 110 kg/cm^, respectively. The 
hydroentangling treatment was performed once on the upper side of the laminate and then on the reversed side at a 

55 processing speed of 10 m/min. After the entangling treatment, the laminate was dried and a hydroentangled long fiber 
nonwoven fabric (d) was obtained. The properties of the nonwoven fabric are shown in Table 5. 
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{COMPARATIVE EXAMPLE 5) 

Short fiber material made of PET of 2 denier In fineness. 50 mm In fiber length and 40 g/m^ In average basis weight 
was formed into a nonwoven fabric by semi-random card process wherein fibers were arranged Into an intermediate 

5 State between two-dimensional arrangement and three-dimensional arangement. 

This nonwoven fabric was fed to the endless belt conveyer of water pemieable screen composed of 100 mesh wire 
net. The high pressure water jet streams were applied to the surface of the laminate from upper side through three rows 
of nozzles, each of which rows comprising a large number of small diameter nozzles, spaced at 1 .0 mm pitch, with ori- 
fice diameter of 0.15 mm, wherein the first row ejected high pressure water jet streams at a pressure of 70 kg/cm^. the 

10 second row nozzles, 90 kg/cnf and the third row nozzles 1 1 0 kg/cm^, respectively. The hydroentangling treatment was 
performed once on the upper side of the laminate and then on the reversed side at a processing speed of 10 m/min. 
After the entangling treatment, the laminate was dried and a hydroentangled short fiber nonwoven fabrics (e) having 
basis weight of 34 g/n^ was obtained. Their properties are shown in Table 5. 


Table 5 



Example 

Layer Structure 

Basis Weight 

Tensile Strength 

Elongation 

Lint Freeness 



(g/m2) 

(Lng/Trns) (kg/3 

(Lng/Trns) (%) 


20 




cm w.) 



Exam. 5 

(a)A5/B5 

14 

2.5/2.3 

9/11 

Good 


Exam. 5 

(b)Ae/B6 

10 

1J/1.8 

7/8 

Good 


Exam. 5 

(C)A5/B5/B5/A5 

28 

5.8/5.9 

10/12 

Good 

25 

Exam. 5 

(d)A7/B5 

25 

2.8/2.4 

45^7 

Good 


Comp. Exam. 5 

(d) 

34 

3.4/1 .6 

45/98 

No Good 


30 

INDUSTRIAL APPLICABILITY 

The thin, lightweight reinforced hydroentangled nonwoven fabrics of this invention posses excellent prcperties in 
high mechanical strength which has not been achieved with any prior art hydroentangled nonwoven fabrics, despite the 
35 nonwoven fabric of the invention are thin and lightweight because they are strengthened by a reinforcing support bases 
comprising stretched nonwoven fabrics produced by unidirectionally stretching long fiber nonwoven fabrics having uni- 
directionally arranged fibers or nonwoven fabrics formed by aosswise laying down the stretched nonwoven fabrics. 

In addition, it is possible to impart to final products any desired balance in mechanical strengths between longitu- 
dinal direction and transverse direction adapted to their uses by selecting adequate reinforcing support base from non- 
40 woven fabrics having high mechanical strength in the longitudinal direction, nonwoven fabrics having high mechanical 
strength in the transverse direction, or nonwoven fabrics having balanced mechanical strength both in longitudinal and 
transverse directions. 

The thin, lightweight reinforced hydroentangled nonwoven fabrics prepared in accordance with the present inven- 
tion have improved tensile strength, peel strength, soft touch feeling, drape and uniformity of nonwoven fabric. Moreo- 

45 ver, the balance of mechanical strengths between longitudinal direction and transverse direction can be freely designed 
In compliance with their uses. The method of the present invention is economical without losing the highspeed produc- 
tivity which is inherent in the web forming process and hydroentangling process. Accordingly, the product according to 
the present invention can be used widely for apparel materials such as interlining in which the reinforcing function and 
elongation and direction controlling functions are required, industrial materials such as filters and wiping cloth, dispos- 

50 able medical supplies such as operating gowns, bed sheets, towels and masks. 

Claims 

1 . A hydroentangled nonwoven fabric which is characterized in that said hydroentangled nonwoven fabric is produced 
55 by spinning a therrnoplastic resin into a long fiber nonwoven fabric and entangling at least one layer of stretched 
unidirectionally oriented nonwoven fabric or a stretched cross-laid down and/or laminated nonwoven fabric made 
by crosswise laying down and/or laminating said stretched unidirectionally oriented nonwoven fabric with high pres- 
sure water jet streams, said stretched unidirectionally oriented nonwoven fabric being made by unidirectionally 
stretching said long fiber nonwoven fabric and orienting its fibers almost in one direction. 
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2. A hydroentangled nonwoven fabric as claimed in Claim 1 , which is characterized in that hydroentangled nonwoven 
fabric Is produced by laying down or laminating said stretched unidirectionally oriented nonwoven fabric or said 
stretched cross-laid down and/or laminated nonwoven fabric with an optional fiber web and then entangling with 
high pressure water jet streams. 

5 

3. A hydroentangled nonwoven fabric as in claimed In Claim 2, wherein said fiber web is any one of a card web made 
of natural fiber, regenerated fiber or synthetic fiber. 

4. A hydroentangled nonwoven fabric as claimed in Claim 2, wherein said fiber web is a long fiber nonwoven fabric 
10 before the stretching of said stretched unidirectionally oriented nonwoven fabric, a stretched randomly oriented 

nonwoven fabric, a non-stretched randomly oriented or unidirectionally oriented nonwoven fabric or a fiber web 
consisting of natural f ber, regenerated fiber or synthetic fiber. 

5. A hydroentangled nonwoven fabric as claimed In any of Claims 1 to 4, wherein said stretched unidirectionally ori- 
15 ented nonwoven febric has a stretching ratio of 5 to 20, an average fineness of 0.01 to 1 0 denier and a basis weight 

of 1 to 80 g/rr?. 

6. A method for producing hydroentangled nonwoven fabric which Is characterized in the steps of spinning a long fiber 
nonwoven fabric from a thermoplastic resin, unidirectionally stretching said nonwoven fabric to form a stretched 

20 unidirectionally oriented nonwoven fabric having fibers oriented almost in one direction, feeding said stretched uni- 
directionally oriented nonwoven fabric or a stretched cross-laid down and/or laminated nonwoven fabric made by 
laying down and/or laminating said stretched unidirectionally oriented nonwoven fabric, and entangling said fed 
materials by high pressure water jet streams of 10 to 300 kg/cm^ at a processing rate of 2 to 200 m/min. 

25 7. A method for producing hydroentangled nonwoven fabric which is characterized in that said stretched unidirection- 
ally oriented nonwoven fabric or said stretched cross-laid down and/or laminated nonwoven fabric is laid down with 
an optional fiber web and then high pressure water jet streams of 10 to 300 Kg/cm^ at a processing rate of 2 to 200 
m/min are applied to entangle said materials together. 

30 8. A method for producing hydroentangled nonwoven fabric as in claimed in Claim 6 or 7 in which said stretched uni- 
directionally oriented nonwoven fabric of a stretching ratio of 5 to 20, an average fineness of 0.01 to 10 denier and 
a basis weight of 1 to 80 g/m^ is used. 


35 


40 


45 
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